Work Order ID 
June-19-12 1:17:19 PM 
Item ID: 
Revision ID: 


Item Name: 


85991 


D206-667-201TRN Accept 


*85991* 


Crosstube Turning Detail 


Mori Seiki CNC Lathe Large 


110 


*44n* 
QC 


Quality Control 


‘Start Date: 19/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

Approvals: Process Plan: кыз Date: 0 © V \ Tooling: MEN Date: 
ЕЗ QC: _ Date . SPC (Y/N): | _ Date: . 
Sequence ID; — I Operation ΠΩ Set Up/ | Tool ID 
Work Center ID Description Run Hours 

Draw Nbr Revision Nbr 

‚ D206-667-241 RevC 

100 | 0.00 

* 4 nn* MORI SEIKI CNC LATHE LARGE 

Mori Seiki — š Мето 0.00 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA084 
2-Turn first side as per Folio FA084 
e 
3-Blend transition lines only, **do not sand whole tube**: 
FOLIO REV: _ £ 
DWG REV: 
*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandpaper coarser than 320 grit. 


ч 


ОС1- Inspect dimensions to dimension sheet 0.00 


Memo 0.00 


*NONNNANANN* 


Tool# Plan 


Setup Start 


Stop 


Run Start 


Stop 


Page | 


*NS1* 
*NS2* 


*NR1* 
*NR2* 


Accept | Reject — Reject τ Insp. 


Qy Qy o 


ix 


Number Stamp 


“ag. L 
12/07/20 


p^ .. . . Í — 


= 


Date: /Z/MÍ/ZZ- — 


Date: (¿vel 2 < 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


| Work Order: 8597 | 


CISPOSITION AGAINST DEPARTMENT/PROCESS 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering || 
Part No. bZob-¢ 67- Zu/ TR Scrap Machining Small Fab Rec/Store/Packaging LE L 
| Use-as-is Thermoforming Finishing Supplier : { 
NCR No. | 4 ε΄ \ ) LA werk Order Update Large Fab Composite Other \ 


Root Description of work order update Initial Action 
Cause Date | Step | Qty or Non-conformance Chief LENE Description 


Lm (vd CLL OD, He 7256, 
ES 
M 
Г 
EJ 
| 
INI 


Зара +6 2.291 et hp 
oF ¿ KX. 


FAULT CATEGORY 
Landing Gear Hardware General 
u Bending Passes Below Min Breaking м Burrs м Maintenance Set-up 
E Centre Not Concentric to O/S Missing Е Contamination | = Mislabeled Supplier 
м Cracks Size/Length | || Cut Too Short м Off-Set Temperature/Cure 
m Crushed/Crimp at Bending Spinning m Documentation/Data u Orientation Misread Weld 
m Inspection Strip in Tube Threading Finish = Out of Calibration Wrong Stock Pulled 
m Other Wrong = Inspection Incomplete E Е Out of Sequence 
| Positioned Wrong Drill Holes Е Inspection Unqualified B Outside Dimensions Ef Other 
m Ripples on Inner Bend u Misaligned m Instructions Incomplete/Unclear || Over/Under tolerance £x ruo ο} 
u Torque Waves in Extrusion m Ovalized ` Е Jigs/Fixtures/Tooling N Part Lost S ear 
m Turning Sequence u Over/Undersized m Kit Incorrect м Part Moved 


E Wave/Twist in Tube u Too Many | Kit Missing u Raw Material 


κ. H:/FORMS/Quality Assurance\approved QA/NCRWO Rev Ε 


Work Order ЇР 85991 *25001* | ἜΝ 


June-19-12 1:17:19 PM 


Item ID: D206-667-201TRN С | Accept *N Q 00 0 AN 1 nn* Setup Start *N Q 4 * 


i 
x Revision ID: 


Item Name: Crosstube Turning Detail Stop Ж N S 2 * 
| Start Date: 19/06/2012 Start Qty: 1.00 “AR Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 *4 * Customer: 
| Reference: 
ο | ALD να; db М7 pec Us š : dia Run Start % * 
Approvals: Process Plan: Date: ... Tooling: SSR Date: N R 1 
Sto 
QC: -- р Date: SPC (Y/N): . Date: | à *NRO* 
Sequence ID/ Operation | || б фр Ἢ ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
| 140 QC8- Inspect parts - second check 0.00 — 
© *140n* M 1229-4 
ος Memo 0.00 人 


Quality (Control 


E 2 0.00 A 
о 0.00 = κ. C OF- Lh 


Memo 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150, or €resstubes Chemical Conversion 0.00 、 Q \1 
*4R(y* C ο. 
, HandFXtube ‚ i ΠΝ 


Memo 
Hand Finishing Crosstubes 


re wes ancl Asa FLA 


/ aal uf ase Ασε brite 


hig Mess“ 
从 12S: ola 


NCR: Yes / No 


Work Order: 


Part No. 


NCR No. 


Doc/Data 
in 
ateri = 
E 
= 
= 
ier | | 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 


——tsəo— Ov M MM u u. 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Root Description of work order update 
Cause Date | Step | Qty or Non-conformance 


FAULT CATEGORY 
Landing Gear Hardware- General : 
| | Bending Passes Below Min Breaking m Burrs E Maintenance Set-up 
m Centre Not Concentric to O/S Missing м Contamination = Mislabeled Supplier 
m Cracks Size/Length z= Cut Too Short м Off-Set Temperature/Cure 
| Crushed/Crimp at Bending Spinning | | Documentation/Data м Orientation Misread Weld 
x Inspection Strip in Tube Threading | Finish | Out of Calibration Wrong Stock Pulled 
|| Other Wrong я Inspection Incomplete κ Out of Sequence : 
|| Positioned Wrong Drill Holes || Inspection Unqualified E Outside Dimensions E Other 
m Ripples on Inner Bend Я Misaligned м Instructions Incomplete/Unclear || Over/Under tolerance = | 
E Torque Waves in Extrusion a Ovalized || Jigs/Fixtures/Tooling ` u Part Lost = | | i 
E Turning Sequence | | Over/Undersized mE Kit Incorrect м Part Moved 
E Wave/Twist in Tube E Too Many || Kit Missing | u Raw Material 


DOA: Date: 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Prod. Eng. Coor. Engineering 

Machining Small Fab Rec/Store/Packaging Quality 
Thermoforming Finishing Supplier 
/ Large Fab Composite Other 


m Action Sign & 
Chief Eng Description Date Verification ας Spector. 


í 


Work Order ID 85991 
June-19-12 1:17:19 PM 


μα... | а Y: 


Accept *МОПППАП1ПП® «ἰών зан мреж 


Item ID: D206-667-201TRN 
Revision ID: 


Item Name: Crosstube Turning Detail Sto ж N S 2 * 
Start Date: 19/06/2012 Start Qty: 1.00 ΚΤ Cust Item ID: 
Required Date: 03/07/2012 Req'd Qty: 1.00 * 1 * Customer: 
Reference: 
iL IG С παπα απ με τ... M RE Sere ος Run Start x * 
Approvals: "ProcessPlan: рае:  — — Tooling: o... Date: e N R 1 
Sto 

ος... . Date: SPC(Y/N): 2.2.00. дае К *N RI* 
Sequence ID/ Operation би ToolID Tool# Plan Accept Reject Reject Insp. Ἢ 
Work Center ID Description Code Qty Qty Number Stamp 
160 ° QCŠInspect Chemical Conversion Coat 
“an N. μυ... 
ος Memo 
Quality Control 
170 0.00 
* 4 7(* Packaging MD e iof td 
Packaging Memo 0.00 DG EC ОТ m 
Packaging Identify and Stock in kanban rackLocation: / КА 
180 QC21- Final Inspection - Work Order Release 0.00 | O ) | Е 
*48n* | laa 
QC Memo 0.00 | Е 


Quality Control 
y NE ob 


Vo 


SA μι Te μμ ον 


Picklist Print Page Ț 
> 
June-19-12 1:17:23 РМ ^ 


Work Order ID: 85991 *Q 5 q q 1 * 

Parent Item: D206-667-201TRN * 门 20A-AR7-201 TR N* 

Parent Item Мате: Crosstube Turning Detail Start Date: 19/06/2012 Required Date: 03/07/2012 
Start Cty: 1.00 Required Qty: 1.00 

Comments: IPP Rev:A 08-03-06 new issue DD verified by:ec 


IPP Rev В 08.04.02 Removed polish EC verified by:DD 
ІРР Rev:C 08-12-23 reve as per dwg DD verified by JLM 


Component Item ID/ Replacement Mfg/ Bin Primary Last 


Route Unit of Qty on Qty per Kit Total 


Qty Date Status 


Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6003-102 Manufactured No 110 Each 55.0000 1 1 


*D6003-102* m 


Crosstube, 206 
Location Loc Qt Loc Code 


LG 55 
29116 10 


CD 45 — ant 12/07 (29 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Prod. Eng. Сбог: pee 

Part No. Scrap Machining Small Fab Rec/Store/Packaging Quality 
Use-as-is Thermoforming Finishing Supplier 
Work Order Update Large Fab Composite Other 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification Qc w— 


ОТО EI — — ООО CATEGORY 
سے‎ ET ло —— беаг Hardware General 

u Bending Passes Below Min Breaking u Burrs | Maintenance , Set-up 

u Centre Not Concentric to O/S Missing ш Contamination E Mislabeled Supplier 

| | Cracks Size/Length m Cut Too Short и Off-Set Temperature/Cure 
lš Crushed/Crimp at Bending Spinning E Documentation/Data м Orientation Misread Weld | 
|| inspection Strip т Tube Threading L5] Finish κ Out of Calibration Wrong Stock Pulled 
= Other Wrong 图 Inspection Incomplete u Out of Sequence 
κ Positioned Wrong Drill Holes . m Inspection Unqualified B Outside Dimensions Hm Other 

ΕΒ Ripples on Inner Bend m Misaligned ` | | Instructions Incomplete/Unclear | joi Over/Under tolérance 

|| Torque Waves.in Extrusion u Ovalized - | | | Hie Jigs/Fixtures/Tooling* че: i ΕΣ Part Lost 


" Kit InCorrect 
и Kit Missing 


u Turning Sequence m Over/Undersized 
| [Wave/Twist in Tube | [Too Many 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 


Raw Material 


DART AEROSPACE LTD Work Order: 
Description: Crosstube Assembl D206-667-241 

Inspection Dwg: D206-667-241 Rev: С — 
f FIRST ARTICLE INSPECTION CHECKLIST 


Inspection Sheet Actual Method of 


Page 1 of 2 


Drawing Dimension ΤΘ ΘΕΣ μη Accept | Reject Inspection Comments 
30° x 0.500 +/-0.010 | «О С Cart- 0% 


e 
50 E 
0.250 +/-0.010 y AS 
2.240 +0.005/-0.000 ΓΩ. A43 <Q 


5.» 
i i 


4.438 +/-0.030 Lf fel 
1.780 +0.005/-0.000 
R0.063 +/-0.010 «А 
= imp 
а 1.851 +0.005/-0.000 | J. & S G 一 vw Dre 
nm 1.928 *0.005/-0.000 | | 922. 一 Se 
2.005 +0.005/-0.000 COS 一 
2.159 +0.005/-0.000 | 人 , |έ, = Е Sel 
2190 — [000550000 | AÓ 7 لال‎ 
30°x0500 | +000 |%ех ^ | етл 
| 
| 2240 | +0.005/0000 | 9 21/-2.326 | | | e 
4.438 SO КЕЛИН en E 
ш I I s 
А 0000 |. аара 
то BEE 
8 1.851 +0.008/-0.000 11.956 | Z | vom. 
1.928 +0.005/-0.000 z Ban or 
2.005 +0.005/-0.000 j te ee -.-... --..α 
2.082 +0.005/-0.000 ME RN a 
+0.005/-0.000 E 
2.190 *0.005/-0.000 ——— 
[ RPP 
[ 100.60 +/-0.020 Z ARE LG- 2. 


| | H:\FORMS\Quality Assurance\approved QA! FAlxtube Rev C 
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р 

| 

| | 
1 
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DART AEROSPACE LTD Work Order: 4 
ASS Dr re ee eee ee ج‎ 
Description: Crosstube Assembl Part Number: D206-667-241 
Berne 
Inspection Dwg: D206-667-241 Rev: С ES cox ee Page 2 of 2 


WALL THICKNESS MEASUREMENT 


READING 6 


9 
2 
9 
< 
ui 
x 


—— READING 2 
— — READING 3 
READING 4 
READING 5 

— — READING 7 


5/6 L 


WALL THICKNESS MEASUREMENT (IN) Deviation 
Location Aw TOLERANCE 
w1 w2 w3 w4 max-min 


READING 1 


e CEN a | оол. 


L= 

READING 2 

olt 
READING 3 

L= 44 


READING 4 
= 50 

READING 5 
L= 


READING 6 
L= (( 


READING 7 


0.054” 


Yag | “44 


L= Cx Ex 


: Calibration Result. . 


Actual Block Thickness: 
Sitescan 250 Measured Thickness: 


Measured by: ZA, L | Audited by: LY : Preliminary Approval: 
:| 1 | 6 7 22 | Date: ГУД Q- 4 Date: 
A| er οι 


New Issue __ (P/O D206-667-201) _ 
Rev updated 
Wall thickness form added 


12.06.04 


H:\FORMS\Quality Assurancelapproved QAN FAlxtube Rev С 


Qty | Part Number Description 
-241 
ма 
x D206-667-241 CROSSTUBE ASSEMBLY (206B HIGH 
AFT 


кгз у етее тшст шс г 
1 | D6003-102 CROSSTUBE 


L | 

D2891-1 SUPPORT 
D3595-063-395 RUBBER CUSHION 

| 4 | MS21920-20 CLAMP (OR MS21920-21) 
E erac 


AIR MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, TYPE Il, CLASS 2 ADHE SIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6003-102 
FINISHED LENGTH = 100.60+0.020 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES; 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-241" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 22.5 lbs 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING 1$ 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL D2891-1 SUPPORT USING 0.03” TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS MECHANISMS 
ARE LOCATED ON CROSSTUBE CLAMPS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


SHOP COPY 
RETURN TO 
ENGINEERING 


UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 


WITHOUT NOTICE 
WORK ORDER 
νο. Раа 
oK ES 


ELEASED 
(037971 № 
DEO ATTACHED 


ue 
REFORMAT/REVISE GENERAL NOTES/PART LIST (ZN 08.11.06 
07-1}; 
REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS. 
03595-063-395 WAS D2856-400-694 (ZN D6-2 & A5-2); 
REMOVED REF. & ADD TOLERANCES (ZN C5-3, C4-3, 
03-3); RELOCATED FLAG #6 (ZN A7-3) PER NCR 210; 
MOVED TURNING DETAIL & UPDATED TOLERANCE TO 
SHEET 4. 


ADD HOLES FOR COMPATABILITY WITH BHT/AA 
SKIDTUBES 05.02.04 


| A [Newissu | | 00.11.17 | 


pesen | 47 | DART AEROSPACE LTD 
DRAWN | RF | HAWKESBURY, ONTARIO, CANADA 
Creo — | 7 —|prawne wo. REV. C 
IMFG.APPR. | Æ _ |0206-667-241 SHEET1 OF4 


APPROVED | 77427 [ππτε SCALE 
[DE APPR. — | — |CROSSTUBE ASS'Y (206B HIGH AFT) _NTS 


COPYRIGHT © 2000 BY DART AEROSPACE LTD 
DATE 08.11.06 iet pon pn San t PECHO B RA NE PERS тем MATES 
11. ο μα ED КЫ ο 


[12 > 2891-1 SUPPORT 
2PL 


MS21920-20 CLAMP 
4PL 


D3595-063-395 
A RUBBER CUSHION 


4 PL, (UNDER CLAMP) 


0206-667-601 


EN ae onn 
RELEASED 


DEO ATTACHED 


A D206-667-241 
ASSEMBLY DETAIL 


{VIEW LOOKING FWD) 


(43> 5» 


MS21920-20 CLAMP REF 


[25 


02891-1 SUPPORT REF 


A 03595-063-395 


RUBBER CUSHION 
VIEW A-A: : REF 


VIEW C-C: fi 
сз2 CUFF DETAIL < 


SCALE 4X 


DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA ` 
Е 
IMFG. APPR. | “¿ZZ „| 0206-667-241 SHEET2 OF 4 
| APPROVED | ¿Z [TTE SCALE 
om 


CROSSTUBE ASSY (206B HIGH AFT) NTs 


DATE ; COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08.11.06 THES DOCUMENT I$ PRIVATE AND CONFIDENT ANO 1$ SUPPLIED ON THE EXPRESS CONDITION THAT (T i8 
A NOT TOBE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATE D TO AMY OTHER PERSON WITHOUT 
WRITTEN PERMIS SION FROM DART AEROSPACE LTD. 


CUFF DETAIL 
ЕЕ osa SECTION B-B 


SCALE 5X 


PILOT 20.128 24.42 REF, (620mm) ооо ВЕ 
C'SINK 20.225X100* TO CENTER OF BEND, ^ τρ 
3PL ALONG TOP EDGE 


А L— 14.66 
REF, (372mm) ` 
TO START OF BEND 
| A 
| 
ў ? ο 05 


. 25.04+0.13 
| 26.70+0.13 17.37 ВЕЕ 


(941 тт) f/f 


20.323:0005 0.32310 005 

HOLE ТО BE ALIGNED WITHIN 20.001 HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF OF HOLE ON OTHER SIDE OF CUFF 
3 PL 


3PL 
сєз DETAIL О 37.3720.13 
LOOKING c»; DETAIL G 
(VIEW LOOKING FWD) 


74.74+0.25 SCALE 4Х 
(VIEW LOOKING FWD) 


0206-667-601 


BENDING AND DRILLING DETAIL 
(VIEW LOOKING FWD) 


ELEAS Б [ 
90.1257 005 R CEDER 
Go 125r0.005 HOLE TO BE ALIGNED DEO ATT, ACHED 
- -0.090 WITHIN «0.001 OF HOLE М 
HOLE TO BE ALIGNED ON OTHER SIDE OF CUFF 
WITHIN 20.001 OF HOLE 2Р1. 
Ë ON OTHER SIDE OF CUFF 
I * 2PL 


VIEW H-H: 
20.323;0205 Z ЕТ 


HOLE TO BE ALIGNED 513. CUFF DETAIL 
«0.005 

90.323 0 000 WITHIN 20.001 OF HOLE | SCALE 4X 
HOLE TO BE ALIGNED 


ON OTHER SIDE OF CUFF 
WITHIN 10.001 OF HOLE 4 
ON OTHER SIDE OF CUFF 


ves VIEW Е-Е: iod 
LUFF DETAIL ic NECI EF pesen | 47 | DART AEROSPACE LTD 
: SOME : HAWKESBURY, ONTARIO, CANADA 
[oHECKED | 17° _ DRAWINGNO. REV. б 
[МҒС. АРРА. | Z. | 0206-667-241 SHEET 3 OF 4 


[areroveo | 77487 | TE SCALE 
ОЕ АРРА. | < 只  |CROSSTUBE ASS'Y (206B HIGH AFT) мтѕ 


COPYRIGHT © 2000 BY DART AEROSPACE LTO 
DATE 08.11 06 Tes DOGUE Ka RATE An COME DENT. AND I$ CUPPED ON THE EXPRESS COMO TA ПВ 
«11. ERRORS AT оон en OMS авио он пи AN REIS TOUT 
ee 


Uh 


R100.0 TRANSITION 


BETWEEN TAPERED 
SECTIONS 
SEE DETAIL J 
D B74 

8 3 š š 318 8 
3 š š š ¿13 š 
š 8 8 8 8 | $ 8 
σ = - а 815 $ 
1 1 


1.851085 1.92808% 2.005'0005 2.159;0005 : 
: din ER 2.250 STOCK 
REF ` 


D 


2.24010 05 


17802005 2.190: 


SEE DETAILL Zog. к 
TAPER UNIFORMLY FROM E is 
[S> 2490 REF THROUGH TO 2272 $85 REF [К 
| RUNNING OFF PART 


A TURNING DETAIL +0.005 


2.250 0.000 


+0.005 


+0.005 2.272 905 


2.190 0:000 


2.24010.005 
(REF) 


—— 4.43740.030 
4.895+0.030 


R100,0 REF 


[9 > 


30° X 0.500 DEEP 
CHAMFER 


DETAIL L: 
c44 TAPER RUN-OFF 
NOT TO SCALE 


pescn | 47 | DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 


SEE DETAIL K 


2 | DETAIL K: 
А A64 CUFF TRANSITION 
NOT TO.SCALE 
ОЕТА! | (checken | _¢47 DRAWING мо. REV. С 
DETAIL J: 2 D206-667-241 SHEET4 OF 4 
ота СВОЗЗТОВЕ CUFF L Z οἱ 


NOT TO SCALE 


APPROVED gg | TITLE SCALE 
DE APPR. | S-— |CROSSTUBE ASS'Y (2068 HIGH AFT) NTS 
DATE s COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08.11.06 "POSTS INT aru See RIS БЕ RAR 
» £ Ы E “ ‘WRITTEN PERMISSION FROM DART AEROSPACE LTD. 
3 | 


d^ 


у, тие" 


DRAWING NO. TITLE REV.C| DART AEROSPACE LTD ἰ[οεο.νο. SHEET NO. 
D206-667-241 | CROSSTUBE ASSY (206B HIGH AFT) ENGINEERING ORDER D206-667-241-C-1. SHEET 1 OF,1 
DATE 11.07.15 DATE [1.08.22 TE 703.22 [DATE 11 /2$/24- 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. 


CHANGE: 


IS: 
-241 


Ea pee Т ег т τη πιο εις a EE A 
| 6 | AR | PROSEAL 890 B-2 SEALANT, AMS-S-8802 CLASS B-2 


WAS: 
[U ET IIS ыш == 2 i == SP i i: = j] 
A/R | MAGNOBOND 6398 _ | ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE Il, CLASS 2 ADHESIVE 


NOTE 12. & 15, SHEET 1 1$ AMENDED AS FOLLOWS: 


IS: 

12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04” TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 


SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
` THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


1011-08-23 № j 


12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. Y 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 4 


SCALE 
NTS 
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NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 


Pl 
WRITTEN PERMISSION FROM CART AEROSPACE LTO. 
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